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(54) Moulded closure and method of manufacture 

(57) A moulded closure for a container has a seal 
(41) moulded through the wall of a screw threaded cap 
(10). The seal material may extend over the outer sur- 
face of the cap to enhance grippability thereof. A mould- 
ing method includes backing-off an inner mould part 
(21) to define a seal cavity (31), after the cap has been 
moulded. 
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Description 

[0001] This invention concerns a closure of 
moulded plastic, and more particularly a closure having 
an integral moulded seal. 

[0002] Plastic screw closures of e.g. polypropylene 
are well known. It is sometimes necessary to provide a 
seal between the closure and the container to which it is 
to be fitted, for example to prevent leakage of liquid. 
Such a seal is usually inserted into the closure after 
moulding, and thus requires separate manufacturing 
and assembly steps. Occasionally a separate seal may 
not seat in the closure or on the container, and this may 
result in leakage of the contents of the container. 
[0003] What is required is a seal that does not 
require a separate assembly step, that is inexpensive, 
reliable and easily manufactured, and is generally more 
precise. 

[0004] According to the invention there is provided 
a moulded plastics closure for a container, the closure 
comprising a cap having an end wall and a skirt, and a 
seal moulded therein through an aperture in said cap. 
Preferably the aperture is in the end wall. In a preferred 
embodiment said aperture is substantially annular. 
[0005] Such a closure can be injection moulded in 
two stages, a suitable material for the seal being 
injected immediately after the material of the cap. Typi- 
cally the cap is moulded of polypropylene whereas the 
seal is moulded of a relatively soft elastomer such as 
TPE (tetraphenylethylene). 

[0006] Moulding of the seal through the end wall is 
especially advantageous if the seal moulding cavity is 
formed by backing-off the part of the mould which 
defines the cap interior, the feed channel for the seal 
being defined by a removable outer mould part. 
[0007] In a preferred embodiment the exterior of the 
cap is overmoulded with the material of the seal. Such 
an overmoulding results in a soft grippable closure 
which is especially useful for containers which may in 
use become wet, for example containers for shampoo 
or shower gel. A soft overmoulding also improves grip- 
pability on tightly secured closures. 
[0008] The overmoulding may encompass the 
entire outer surface of the end wall and skirt, or only part 
thereof. Where the end wall aperture is substantially 
annular, the overmoulding may be coincident with this 
aperture. Such a two component closure can be 
designed to be distinctive and colourful. The overmould- 
ing may increase the outside diameter of the cap to 
enhance grippability thereof. 

[0009] The invention also provides a method of 
injection moulding a plastics closure, the method com- 
prising: 

moulding a cap having an aperture in the wall 
thereof; 

substituting an outer mould to define an injection 
path through said aperture; 



backing-off an inner mould part to define a seal cav- 
ity; and 

moulding a seal through said injection path. 

5 [0010] Preferably the aperture is defined in the end 
wall, and the cap is moulded on an injection moulding 
machine having a pivotable platten, the outer mould 
part being substituted as the inner mould part and 
freshly moulded cap pivots from the first to the second 

w moulding position. 

[0011] Preferably the cap is a screw cap, and the 
inner mould part unscrews to define the seal cavity. 
[001 2] Other features of the invention will be appar- 
ent from the following description of two preferred 

15 embodiments shown by way of example only in the 
accompanying drawings in which:- 

Fig. 1 is an axial section through a cap forming part 
of a closure of the invention; 

20 

Fig. 2 is a partial axial section through a primary 
mould for the closure of Fig. 1 ; and 

Fig. 3 is a partial axial section through a secondary 
25 mould corresponding to Fig. 2. 

[0013] Although the invention has been described 
in relation to a screw-threaded closure, it is equally 
applicable to other kinds of closure, for example those 

30 which rely on snap-fitting or are hinged. 

[0014] With reference to Fig. 1, a cap 10 of e.g. 
polypropylene comprises an end wall 11 and a skirt 12 
having an internal thread 13. An annular channel 14 is 
defined in the end wall, the inner side of the channel 

35 being linked to the outer side by spokes 1 5. The channel 
14 extends axially of the cap and is defined by annular 
walls 16,17. Axially extending ribs 18 are provided on 
the upper part of the skirt as illustrated. 
[0015] Fig. 2 shows an injection mould for the cap 

40 comprises a core 21 , a skirt mould 22 and an end wall 
mould 23. Representative split lines 25,26 between the 
respective mould parts are indicated, but the skilled 
man will choose an appropriate design to suit the con- 
figuration of the cap. Feed channels for the injection 

45 moulding material are not shown, but can be provided in 
any suitable location. 

[0016] After moulding of the cap, the core 21 is 
unscrewed in order to define a seal cavity 31 (Fig. 3). 
The annular walls 16,17 permit axial core movement 

so and thus definition of the inner and outer circumferential 
walls of the seal. Cavities 32,33 (and others not shown) 
are also formed, but are enclosed and have no function. 
[0017] The outer mould is removed, and replaced 
by a secondary outer mould 24 The channels 14 are 

55 clear apart from the spokes 15, and an overmoulding 
cavity 34 is defined over the end wall, as illustrated. The 
overmoulding/seal material is then injected through the 
outer mould 24 thus forming at the same time a seal and 
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a grippable annulus on the cap. 
[001 8] The closure is then removed from the mould 
conventionally. The overmoulding adheres to the cap 
and is further secured against relative rotation by the 
spokes 1 5. 

[0019] The overmoulding may of course cover the 
entire surface of the end wall 1 1 , and/or may extend 
radially outwardly to form a mushroom like head, the 
increased diameter of which may enhanced grippability. 
[0020] A typical moulded closure is illustrated in 
Fig. 4. The annular seal 41 is complete notwithstanding 
the spokes 15. Additional rotational security of the over- 
moulding is provided by the ribs 18. The overmoulding 
42 defines a relatively soft grippable surface. 
[0021] The core 21 may comprise co-axial parts 
consisting of a central stationary component defining 
the wall 16 and an outer cylindrical part defining the 
thread 13, and relatively rotatable with respect to the 
inner stationary component. Such an arrangement 
allows cogs of the inner component to engage the wall 
1 6 and thereby prevent relative rotation of the cap as 
the outer cylindrical part unscrews to define the seal 
cavity 31. 

[0022] Although the seal cavity extends across the 
underside of walls 1 6, 1 7, it need not do so provided the 
mouth of the container is precisely aligned with the 
channel 14. 
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the method comprising: 

moulding a cap having an aperture in the wall 
thereof; 

substituting an outer mould part to define an 
injection path through said aperture; 
backing-off an inner mould part to define a seal 
cavity; and 

moulding a seal through said injection path. 

9. A method according to claim 8 wherein an injection 
moulding machine has a pivotable platten, the outer 
mould part being substituted as the inner mould 
part and freshly moulded cap pivots from a first to a 
second moulding position. 

10. A method according to claim 8 or claim 9 wherein 
said inner mould part unscrews to define the seal 
cavity. 



Claims 

1. A moulded plastics closure for a container, the clo- 
sure comprising a cap (1 0) having an end wall (1 1 ) 
and a skirt (12), and a seal (41) moulded therein 
through an aperture (14) in said cap. 

2. A closure according to claim 1 wherein said aper- 
ture (14) is in the end wall (11). 
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A closure according to claim 2 wherein said aper- 
ture (14) is substantially annular. 



40 



4. A closure according to any preceding claim wherein 
the exterior of said cap (1 0) is overmoulded with the 
material of said seal (41). 

5. A closure according to claim 4 wherein said over- 
moulding encompasses the entire outer surface of 
said end wall (11) and skirt (12). 



45 



A closure according to claim 5 wherein said cap 
includes protrusions (18) on the exterior thereof to 
engage said overmoulding. 

A closure according to any preceding claim wherein 
the material of said cap (10) and the material of 
said seal (14) are of different colours. 



8. A method of injection moulding a plastics closure, 



3 



EP1 065 149 A2 




4 



EP1 065149 A2 




5 



EP1 065 149 A2 




EP1 065149 A2 




IIIIIOIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIN 

(id EP1 065 149 A3 



(12) EUROPEAN PATENT APPLICATION 

(88) Date of publication A3: (51) mt CI. 7 : B65D 41/04, B29C 45/1 6 

04.02.2004 Bulletin 2004/06 

(43) Date of publication A2: 

03.01.2001 Bulletin 2001/01 

(21) Application number: 00304931.9 



(22) Date of filing: 09.06.2000 



(84) Designated Contracting States: 


(72) Inventor: Walding, Dean 


AT BE CH CY DE DK ES Fl FR GB GR IE IT LI LU 


Treharris, Mid-Glamorgan CF46 5HQ (GB) 


MC NL PT SE 




Designated Extension States: 


(74) Representative: Chettle, Adrian John et al 


AL LT LV MK RO SI 


Withers & Rogers, 




Goldings House, 


(30) Priority: 01.07.1999 GB 9915273 


2 Hays Lane 




London SE1 2HW (GB) 


(71) Applicant: DRAGON PLASTICS LIMITED 




Pontypridd, Mid Glamorgan CF37 5TF (GB) 





(54) Moulded closure and method of manufacture 




Europaisches Patentamt 
European Patent Office 
Office europeen des brevets 



(57) A moulded closure for a container has a seal 
(41) moulded through the wall of a screw threaded cap 
(10). The seal material may extend over the outer sur- 



face of the cap to enhance grippability thereof. A mould- 
ing method includes backing-off an inner mould part (21 ) 
to define a seal cavity (31), after the cap has been 
moulded. 




Printed by Jouve, 75001 PARIS (FR) 



EP1 065149 A3 



European Patent 
Office 



EUROPEAN SEARCH REPORT 



Application Number 

EP GO 30 4931 



DOCUMENTS CONSIDERED TO BE RELEVANT 




Category 


Citation of document with indication, where appropriate, 
of relevant passages 


Relevant 
to claim 


CLASSIFICATION OF THE 
APPLICATION (tnt.CL7) 


X 

Y 
A 


FR 2 759 351 A (AXIA CAP) 
14 August 1998 (1998-08-14) 

* page 2, line 6-36 * 

* fiaures 1-4 * 


1-4,7 

5,6 
8 


B65D41/04 
B29C45/16 


X 
A 


US 4 754 892 A (RETIEF CHARLES T) 
5 July 1988 (1988-07-05) 

* column 2, line 22-58 * 

* figures 1-4 * 


1-4 
8,10 




X 
A 


DE 195 08 509 A (SOOTH JUERGEN) 
12 September 1996 (1996-09-12) 

* column 3, line 35 - column 4, line 1 * 

* column 5, line 12-55 * 

* figures 1-6 * 


1-4,7 
8 




Y 


US 4 627 548 A (THOMPSON KENNETH H) 
9 December 1986 (1986-12-09) 

* column 1, line 48-50 * 

* column 3, line 4-30 * 

* figures 1-3 * 


5,6 








TECHNICAL FIELDS 
SEARCHED (lnLC1.7) 


x 


US 5 439 124 A (MOCK ELMAR) 
8 August 1995 (1995-08-08) 

* column 9, line 52-59 * 

* column 11, line 37 - column 12, line 18 
* 

* column 12, line 42-63 * 

* figures 3,4,5A-5H,6 * 


8-10 


B65D 

B29C 


A 


US 2 074 830 A (CONNER BENJAMIN F) 
23 March 1937 (1937-03-23) 

* page 1, column 1, line 3,4 * 

* page 1, column 2, line 11-20 * 

* figures 1-6 * 


5,6 




The present search report has been drawn up for all claims 







Place of *«areh 

MUNICH 



Data of completion o< f*a search 

26 November 2003 



Examiner 

Rodriguez Gombau, F 



CATEGORY OF CITED DOCUMENTS 

X : particularly relevant if taken alone 

Y : particularly relevant if combined with another 

document of trie same category 
A : technological background 
O : non-written disclosure 
P : intermediate document 



T : theory or principle underty ing the invention 
E : earlier patent document but pubis hec on, or 

after the fSng date 
D: document cited in the application 

L: 



& : member of the same patent family, corre s pondwg 
document 



2 



EP1 065149 A3 



ANNEX TO THE EUROPEAN SEARCH REPORT 

ON EUROPEAN PATENT APPLICATION NO. EP 80 30 4931 



This annex lists the patent famity members relating to the patent documents cited in the above-mentioned European search report. 
The members are as contain ed in the European Patent Offioe EDP file on 

The European Patent Office is in no way liable for these particulars which are merely given for the purpose of information. 

26-11-2003 



Patent document 
cited in search report 


Publication 
date 


Patent family 
members) 


Publication 
date 




A 
rt 




CD 

r rv 




14-Q8-1998 








AT 


236055 T 


15-04-2003 








All 




05-01-1998 








BR 


9702273 A 


02-05-2000 








CA 


2224472 Al 


04-12-1997 








DE 


69720396 Dl 


08-05-2003 








DE 


69720396 T2 


30-10-2003 








EP 


0851831 Al 


08-0/-1998 








WO 


9745330 Al 


04-12-199/ 








JP 


11509819 T 


31-08-1999 








US 


5975354 A 


02-11-1999 


US 4754892 


A 


05-07-1988 


AU 


6757187 A 


Z3-Q/-1987 








BR 


8700368 A 


08-12-1987 








DE 


3701197 Al 


30-07-1987 








ES 


2005855 A6 


A1 (\A 1QQO 

01-04-1989 








CD 

rK 


9R011/1Q A1 

coyjiHo Al 


Oil at inoi 

24-07-1987 








GB 


2190902 A ,B 


02-12-1987 








TT 
1 1 


JxlUDDJ D 


14-09-1989 








JP 


62182059 A 


10-08-1987 








ZA 


8700135 A 


26-08-1987 


DE 19508509 


A 


12-09-1996 


DE 


19508509 Al 


12-09-1996 


US 4627548 


A 


09-12-1986 


NONE 






US 5439124 


A 


08-08-1995 


AT 


148389 T 


15-02-1997 








AU 


663887 B2 


26-10-1995 








AU 


2509792 A 


27-04-1993 








CA 


2095943 Al 


18-03-1993 








WO 


9305945 Al 


01-04-1993 








DE 


59207993 Dl 


13-03-1997 








EP 


0557487 Al 


01-09-1993 








ES 


2101115 T3 


01-07-1997 








JP 


5213349 A 


24-08-1993 








KR 


214739 Bl 


02-08-1999 








MX 


9205268 Al 


01-05-1993 








NO 


931769 A 


14-05-1993 








JP 


5213341 A 


24-08-1993 


US 2074830 


A 


23-03-1937 


NONE 









For more details about this annex : see Official Journal of the European Patent Office, No. 1 2/82 



